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1. Approving Civil Aviation Authorify/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 


W02014-03 


6. Item 
7. Description 


Long Cargo Basket 


8. Part Number 


78410-01 


9. Qty. 
10. Serial/Batch No. 


1 
78401-47 


11. Status/Work 


New 


12. Remarks 


Modified with waikway on lid lAW DCL704: Black 


13a. Certifies ttiat tlie items identified above were manufactured in 
confomriity to: 
S 
Approved design data and are in condition for safé opération. 


□ 
Non approved design data specified in block 12. 


~T^tar—CLC^ 571.10 Maintenance Release 
^^— 
□ Other regùialiOn-spegified in 


Certifies that unless^ttjerwisÇ'specified iribioSt-ISïJhework identified in 
blockllarid-descfibéd in block 12, has been performedlrTcoinplianœ virith 
_Jb»-Gafia3ian Aviation Régulations. 
"— 
13b.^6^atui^ 
X 
m [/ik- 


13c. Approved Organization Number 


AMF 73-04 


"T^trr-Sigoature 
^— 
^î4crApptoj^ OrganizatiooMimtJër' 


12j^i t^ame 
Jëff Clarke - AD02 
13e. Date (dd/mmm/yyyy) 
17 Feb 2014 
T4tir+latïie 
^ 
~T4Br-Oatg_(dd/mmnT/yyyy) __^^—-—^ 


Installer Responsibilities 
Tfiis certificate does not constitute authority to install. 
Instajlers working in accordance witti the national régulations of a country other ttian ttiat specified in block 1 must ensure ttiat their régulations recognize 
certifications from ttie country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, ttie technical record for ttie aircraft must contain an installation 
certification issued m accordance witti the applicable national régulations before the aircraft may be fiown. 
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s: 
V? 


o 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fonn Tracking No. 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 


W02014-03 


6. Item 
7. Description 


Long Cargo Basket 


8. Part Number 


78410-01 


9. Qty. 


1 


10. Seriai/Batch No. 


78401-47 


11. Status/Work 


New 


12. Remarks 


Modified with walkway on lid and front end cutout on LH side lAW DCL704 


13a. Certifies ttrat the items identified above were manufactured in 
confomiity to: 


H 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T^tar-Q_C^ 571.10 Maintenance Release 
□ Other regùïiliîm-speçified in blockj^-—"'''''' 


Certifies that unlessottjerwise^pécified iribioQri-ïrttit^rk identified in 
block ll^nd-desCfiBéd in block 12, has t>een perforrnedTfTcoiTiplianœ with 
Jbe-OafiaS^/j Aviation Régulations. 
ISbj^imatu^-^ 
/ 
M C^-L. AûtX 


13c. Approved Organization Number 


AMF 73-04 


~T4trr-Signgti^ 
— 
"~T2te-Appto\^ Organizatiori^luffltJër' 


13^/^jlame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
06 Feb 2014 
"T^Wr-Nanne 
^—— 
"~T4B>DattWd/mmm/yyyy) 
,_.^ 


Installer Responsibilities 
Tfiis certificate does not constitute authority to install. 
Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations t>efore the aircraft may be flown. 
(5 


. 
CARGO BASKET ASSEMBLY - COMMON 


General 
/K3-S» 
^««^6 


These instructions apply to ail cargo basket assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69810, Revision 3-Standard Low Mounted Basket 
94510, Revision 0- 
Extra-Wide Low Mounted Basket 
94610, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76610, Revision 0- High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 
77610, Revision 1 - 
Short Basket 
76410, Revision 3 - 
Médium Basket (left or right) 
78410, Revision 2 - 
Long Basket 
94010, Revision 0 - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90610, Revision 0 - 
Standard Basket (left or right) 


Bell 206B - 
right side only 
80210, Revision 0-Short Basket 
80310, Revision 0- Médium Basket 
81110, Revision 0- Long Basket 


Bell 429 - 
right or left 
95911, Revision 0 - 
Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0 - 
Extra Large (ski) Basket 


i- 


MD600 
82811, Revision 0-Standard Basket 


Options 
70405, Revision 3? - 
Lid Walkway 


V =>. 
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CARGO BASKET ASSEMBLY - COMMON 
Complété 


o 
^ 
(initial or SCA #) 
WorkOrder: 
>^35^ 


DateOpen: ^0 -^CU^ 


1. Lid Assembly 


a. install lid bumpers on bottom. 


i. Fil! bumper holes with RTV silicone sealant. 


ii. Insert 49205-14 lid bumper, 3 or 4 places per lid. 


b. Install placard on bracket on top of lid. 
^ 


Locate placard on bracket. 


Drill #30 through placard and bracket, using holes in placard. 
Remove placard and de-burr holes in placard and on bracket. 


Locate placard on bracket, and cleco in place. 


Rivet placard with four CR3213-4-02 CherryMax rivets. 


IV 


V 


Option: Install walkway on top of lid (lid must be fitted with walkway provisions) 


i. Note: avoid touching surface of tread plate with bare hands to prevent smudges or 
marks on the top surface. 


ii. Pull tread plate from stock. Shear tread plate to length. 


iii. De-burr edges of tread plate with scotch-brite dise on die-grinder. 


iv. Locate tread plate on lid. Hold tread plate in place with bags of lead shot. 


V. Mark and drill #30 holes: 


1. 0.25" from edge of tread plate, centre on cross members (0.38") 
2. 0.25" from edge of tread plate, middie of each walkway stringer 


vi. De-burr and counter-bore (if required to provide clearance of rivet head on checker 


pattern) ail holes in tread plate using %" piloted counter bore on both sides. 


vii. De-burr holes in lid tubes. 


viii. Apply bead of RTV silicone sealant along ail tubes under tread plate, 


ix. Set tread plate in place, secure with clecos if necessary. 


X. Rivet placard with CR3213-4-02 CherryMax rivets 


d. Record PO/WO of ail parts (including lid) used in steps above on attached material tracking list. 


2. Body Assembly 
:èM- 


a. Install attachment fittings 


i. Carefully remove excess powder coat from around attachment lug threads using a ^ 


countersink. 


ii. Run 3/8-24 tap into attachment lugs to clear threads. 


iii. Apply anti-seize compound to attachment fittings 96710-01 (alternate: Ancra 40088-14) 


iv. Install attachment fittings with two NAS1149F0363P washers in four lugs in basket. 


1. 90610 (Robinson R44) basket only: 
a. Install 1 fitting 906?? in lower forward attachment lug only. 


b. Install 3 96710-01 fittings in remaining locations. 
V. Torqueto ??(OprL'j^^ 
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CARGO BASKET ASSEMBLY - COMMON 
Complété 


(initial or SCA#) 
b. 946 Basket Only: Install Cutout Brace - must be complétée! after hinge installation 


Locate 94621-01 Brace over aft cross tube cutout 


Install two AN4-6A bolts and two AN4-30A bolts with NAS1149F0463P washers. 
Torque AN4 bolts to ?? 


Record PO/WO of ail parts (including basket) used in steps above on attached material tracking 


llst. 


3. Hinge Installation 


a. Préparé hinge. 


i. Cut hinge to length: 


1. 776,906-54" 


2. 


3. 


4. 


5. 


751, 803-70" 
698, 764, 945 - 
72" 
784 - 
90';^ 
940, 946, 959-95" 


ii. Drill #30 pilot holes using hinge jig. For long hinges, flip at specified location on jig. 


b. Install hinge on basket 


i. Locate hinge on basket (standard baskets) 


1. centre fore/aft 


2. 0.15" - 
0.18" up from bottom edge 


ii. Locate hinge on basket (extra wide baskets) 


1. centre fore/aft 
2. set hinge at 90 degrees (as if lid would be installed) usjng a small square, locate 
vertical side at 22.5" from outboard edge. 
^ 


Drill #30 through holes in hinge into basket rim. Cleco (palace with 1/8 (copper) clecos. 


Drill holes up to #21 through hinge and rim. Replace 1/8 clecos with 5/32 (black) clecos. 
Remove hinge and de-burr holes in hinge and basket rim. 


Cleco hinge to basket with 5/32 clecos,/' 
Install hinge with CherryMax rivets-^ 
h 


1. CR3523-5-02 monel rivets - 
last 2 rivets in each endu 
2. CR3213-5-02 aluminum rivets - 
ail other locations^ 


III. 


iv. 


V. 


vi. 


vil. 


c. Install lid on basket 


i. Locate lid on hinge (ail baskets) ^ 


1. center fore/aft 
2. 0.15" - 
0.18" down from top edge ^ 
Drill #30 through holes in hinge into lid rim.y Cleco in place with 1/8 clecos. 


Drill holes up to #21 through hinge and rim. Replace 1/8 clecos with 5/32 clecos. 
Remove hinge and de-burr holes in hipge and lid rim. 
Cleco lid to hinge with 5/32 clecos. 


Install hinge with CherryMax rivets 
1. CR3523-5-02 monel rivets - 
last 2 rivets in each end-y 
2. CR3213-5-02 aluminum rivets - 
ail other locations--^ 


II. 


iii. 


iv. 


V. 


vi. 
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CARGO BASKET ASSEMBLY - COMMON 
Complété 


(initial or SCA#) 
d. Record( PO o^hinj 
id rivets on attached material tracking list. 


4. Install Handie 
/jQoio 


a. Install handie brackets. 


i. Set 84267-01 handie bracket on provisions in hoops, 2 places. 


ii. Install AN3-11A boit, NAS1149F0363P washer (2), MS21044N3 nut. Two places per 
bracket, two brackets per basket. ffJXj. 
/ 


iii. Torque AN3 bolts to ??. ^0 


Install handie 


i. Trim 36278-OlR and 36278-OlL springs to ensure end of spring does not extend past 
edge of handie bracket, approximately 1/8". Set springs over bushing of 84261-01 
handie assembly. 


ii. Grease two 36275-01 bushings with ??. Insert into bushings of handie assembly. 


iii. Locate handie on basket lid. Insert AN3-12A boit with NAS1149F0363P through bracket 
on lid and handie bushing on one end of handie. 


iv. On other end of handie, hook spring over catch rivet on handie assembly and use spring 
tool to twist spring to catch arm on bracket on lid while inserting AN3-12A boit with 
NAS1149F0363P washer through lid bracket and handie bushing. 


V. At first end, remove boit and repeat step iv. 


vi. Install NAS1149F0363P washer and MS21044N3 nut on both AN3-12A bolts. 


vii. Torque AN3 bolts to ??. 


Check handie 


i. Operate handie to ensure handie does not bind and springs hold handie in. 


ii. Snap handie into brackets to ensure handie locks. 


d. Record PO/WO of ail parts used in steps above on attached material tracking list. 


S. Install lid brace 


a. Locate 36280-01 lid brace on bushing in basket. Ensure brace is on forward end of basket as it 


will be installed on the helicopter. 


b. On lid end, insert AN970-3 washer into end of lid brace. Insert AN3-15A boit with 
NAS1149F0363P washer through AN970-3 washer, lid prop, and lid bushing. Install 


NAS1149F0363P washer and MS21044N3 nut on boit. 
c. On basket end, insert AN3-17A boit with AN970-3 washer through lid prop and basket bushing. 


Install NAS1149F0363P washer and MS2144N3 nut on boit. 
d. Ensure brace is seated on lip of bushings before tightening nuts. 


e. Torque AN3 bolts to ?? 


f. Record PO/WO of ail parts used in steps above on attached material tracking list. 
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CARGO BASKET ASSEMBLY - COMMON 


j 
6. Final Inspection 
Dual inspection by a différent person than assembled the basket. 
a. Check for général condition and correct assembly; 


Bolts are tight 


Rivets are installed correctiy 


il). Handie opérâtes correctiy 


iv. Lid brace opérâtes correctiy 


b. Check that PO/WO numbers bave been recorded. 


Complété 


(initial or SCA#) 


Aboi 
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Work Order: 


Date Opened:. 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Assembly 


^ of2 


Assystep 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


78410-01 
Cargo Basket Assembly 


Step 1 
Lid Assembly 


. 1 
78412-01 
Basket Lid Assembly 


Step la. 
. . 4 
49205-14 
Bumper 
Argus Industries Bumper 


. .AIR 
~ 
Sealant 
Commercial Silicone RTV sealant 


Step Ib. 
. . 1 
78427-01 
Placard 
0.063 Sheet, 6061-T6 Aluminum 
M7 


r 


. .4 
CR3213-4-02 
Cherry Rivet 
r 
^ -O^L H 


Step 1.0. 
. 1 
70405-01 
Lid Step Modification 
/■ 


(option) 
. . 1 
70405-04 
Tread Plate 
3003 Aluminum Tread Plate, 0.063" 
C. 


. . A/R 
CR3213-4-02 
Cherry Rivet 


. . A/R 
~ 
Sealant 
Commercial Silicone RTV sealant 


Step 2 
Basket Assembly 


Step 2.a. 
. 1 
78411-01 
Basket Body Assembly 


. . 4 
96710-01 
Fitting 
Alternate: Ancra 40088-14 


. . 8 
NAS1149F0663P 
Washer 


Step 3 
Hinge Installation 


. 1 
MS20001P4 
Piano Hinge 
90" 
rh bu 


. 8 
CR3523-5-02 
Cherry Rivet 
! 
^ 


. AIR 
CR3213-5-02 
Cherry Rivet 
t 
lo-VA 


Step 4 
. 1 
84255-01 
Handie Installation 
Step 4.a. 
. .2 
84267-01 
Bracket 
Deirin, Va" Sheet 
-'V i 


. . 4 
AN3-11A 
Boit 


. . 8 
NAS1149F0363P 
Washer 


. . 4 
MS21044N3 
Nut 


Work Order: 


Date Opened:_ 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Assembly 


S-of-2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 
1 


1 


Step 4.b. 
. . 1 
84261-01 
Handie Assembly 


. . 2 
36278-01 
Spring (1 left, 1 right) 
304 Stainless, 1/16" Dia Music Wire ("Z-O"? *7 


. . 2 
36275-01 
Bushing 
Brass, 5/16" Dia 


. . 2 
AN3-12A 
Boit 


. . 4 
NAS1149F0363P 
Washer 


. . 2 
MS21044N3 
Nut 


Step 5 
Lid Brace Installation 


. 1 
36280-01 
Brace Assembly 


. 1 
AN3-15A 
Boit 


. 1 
AN3-17A 
Boit 
119/i 


. 2 
AN970-3 
Washer 


. 3 
NAS1149F0363P 
Washer 


. 2 
MS21044N3 
Nut 


Step 6 
Inspection 
None 


S 


En 
M-V 
» 
CARGO BASKET HOOP FABRICATION - 76423 


• General 
- 
2.0/lf 
P3 


These instructions apply to cargo basket attachment hoop 76423-01 (médium AS350 basket) and 76423-07 
(long AS350 basket). Refer to the following drawings, at the current revision, for dimensions and détails: 


76423, Revision 2-Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


Notes 


1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


WorkOrder: 2 
O/^ 03 
Complété 


(initial or SCA #) 
Date Open: 
AX/- "2^0fH 


Vi Hoop Fabrication - 
Vi" hoop 
a. Cut Vx X 0.035 material to 22.0", square ends. 
' 
3' 


b. Record material PO on attached material list. 
4 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Check for: 


i. hoop height: 17 1/8" (Outside to outside) 


ii. adjust upper stop for height if required 


2. 34 Hoop Machining-%" hoop-Handie Provisions (84262-01) 


a. Start with 34" half hoop from step 1. 


b. Setup manual milling machine with spécifie hoop vise jaw. Set XY 0 on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 
V 


V 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 
before drilling. 
■ ' ; 
^ 
i. locate 0.23" from edge (within tolérance specified on drawing). 
' * 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
e. Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initial or SCA #) 
3. Yï Hoop Fabrication -1" hoop 


a. Cut 1" X 0.065 material to 28.0", one end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop jig, mark for 60 degree cut on bottom end. Cut to length. 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 


4. 34 Hoop Machining-1" hoop 


a. Start with 1" Yi hoop as stock. 


b. Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.893" and set X 0. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using Yi" coated carbide end mill, mil! slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


h. Tag in process hoop(s) and place into stock. 


5. Joint Préparation 
a. Set 1" hoop in hoop jig. Insert 34" hoop into 1" hoop, against side stop of jig. Mark slot location 


in 1" hoop onto 34" hoop. Trim 34" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


6. Welding-Lugs 
Aù-os- 


a. Insert two 76423-05 lugs (médium basket) or 76423-06 lugs (long basket) into holes in 1" hoop. 
Seat flush with inboard face of tube using a C-clamp or vise. Attach 11" spacing jig with 3/8-24 


bolts to lugs. 


b. TIG weld ail around both sides of lugs. 2 places. 


c. Record lug and welding rod PO/WO on attached material list. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initiai or SCA #) 
7. Welding-Handie Bushings-84262-01 
/^D~0^ 


a. Insert 84271-01 bushings into Vî' hoop prepared in step 2. above. 
b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 


8. Welding-HoopAssembly 
a. Insert 1" hoop from step 6 and /4" hoop from step 7 into hoop jig. Seat î4" hoop into slot in 1" 
hoop. 
b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around Yî' hoop in slot. 
d. Cap 
-1" tube joint with 76423-04 cap. TIG weld around cap. 


e. Record cap and welding rod PO/WO on attached material list. 


9. Finishing and Inspection 
a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 
d. Tag complété and inspected hoop(s) and place into stock. 
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Work Order: 


Date Opened: ^ 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Hoops 
\ 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 1 
i 
76421-01 
Hoop - standard 
4130 Steel, V/' x 0.035 Sqr. Tube 
f HOCPV 
\ ^ 


d- 
76423-07 
Hoop - attachment 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


. 1 
~ 
1/2" Tube - hoop 
4130 Steel, Y/' x 0.035 Sqr. Tube 
HOtT/ 


Step 2 
Machining 
None 


Step 3 
1/2 Hoop Fabrication - 1" hoop 


. 1 
— 
1" tube - hoop 
4130 Steel, 1"x 0.065 Sqr. Tube 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Welding 


Step 6 
.2 
76423-06 
Stud 
1018 Mild Steel, 5/8" Dia. 
P 
/ 3 


Step 7 
. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" X 0.058 Rnd. Tube 
-z-o/l - 09 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 
(fc'# 90l O 


. A/R 
~ 
Welding Rod 
ER70S-2 
2Z. 


Step 9 
Finishing and Inspection 
None 


-'jfi 


«CARGO BASKET HOOP FABRICATION - 76423 


General 


These instructions apply to cargo basket attachment hoop 76423-01 (médium AS350 basket) and 76423-07 
(long AS350 basket). Refer to the following drawings, at the current revision, for dimensions and détails: 


76423, Revision 2-Attachment Hoop 
84262, Revision 1 - Handie Bracket Assembly 


Notes 
1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


WorkOrder: 
Complété 
^ 
V 
(initial or SCA#) 
Date Open: 
pnfij 


1. 
Hoop Fabrication - 
Vi" hoop 


a. Cut Vz" X 0.035 material to 22.0", square ends. 


b. Record material PO on attached material list. 
% 
c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 
h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required, 


j. Checkfor: 
, 


i. hoop height: 17 1/8" (Outside to outside) 


ii. adjust upper stop for height if required 


2. Yi Hoop Machining -14" hoop - Handie Provisions (84262-01) 
.. 0 
^ 


a. Start with 14" half hoop from step 1. 
b. Setup manual milling machine with spécifie hoop vise jaw. Set XY G on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 
L.o/6 
Complété 


(initial or SCA #) 
' 
3. Yi Hoop Fabrication -1" hoop 
a. Cut 1" X 0.065 material to 
one end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop jig, mark for 60 degree cut on bottom end. Cut to length. 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 
4 


4. Yi Hoop Machining - 1" hoop 
JM' 


a. Start with 1" Yi hoop as stock. 


b. Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.893" and set X 0. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using Yt" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


h. Tag in process hoop(s) and place into stock. 


5. Joint Préparation 
1 
a. Set 1" hoop in hoop jig. Insert 
hoop into 1" hoop, against side stop of jig. Mark slot location 


in 1" hoop onto Yi" hoop. Trim Yt!' hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


6. Welding-Lugs 
AD~0^ 
a. Insert two 76423-05 lugs (médium basket) or 76423-06 lugs (long basket) into holes in 1" hoop. 
Seat flush with inboard face of tube using a C-clamp or vise. Attach 11" spacing jig with 3/8-24 


bolts to lugs. 
b. TIG weld ail around both sides of lugs. 2 places. 


c. Record lug and welding rod PO/WO on attached material list. 
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\jJD 
CARGO BASKET HOOP FABRICATION - 76423 
^ 
Complété 
/^-5S-o U6^i6 
(initiai or SCA#) 


7. Welding-HandIeBushings-84262-01 
Ad-oS^ 


a. Insert 84271-01 bushings into Yi" hoop prepared in step 2. above. 
b. TIG weld bushing both sides, 2 bushings par hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 


8. Welding - Hoop Assembly 
a. Insert 1" hoop from step 6 and Yi" hoop from step 7 into hoop jig. Seat YY' hoop into slot in 1" 
hoop. 
b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around Yi" hoop in slot. 
d. Cap Yï" -1" tube joint with 76423-04 cap. TIG weld around cap. 


e. Record cap and welding rod PO/WO on attached material list. 


9. Finishing and Inspection 
b 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 
d. Tag complété and inspected hoop(s) and place into stock. 
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Work Order: ^^(^'0 3 


Date Opened; 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Hoops 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
POA/VO 


Step 1 
4 
76421-01 
Hoop - standard 
4130 Steel, 72" x 0.035 Sqr. Tube ^ 
K'} 
't 


4 
76423-07 
Hoop - attachment 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 
( 


Step 2 


. 1 
1/2" Tube - hoop 
4130 Steel, V/' x 0.035 Sqr. Tube 


Machining 
None 


Step 3 
1/2 Hoop Fabrication - 1" hoop 


Step 4 


. 1 
1" tube-hoop 
4130 Steel, 1" X 0.065 Sqr. Tube 


Machining 
None 


Step 5 
Joint Préparation 
None 


Welding 


Step 6 
. 2 
76423-06 
Stud 
1018 Mild Steel, 5/8" Dia. A?# "ZOi Z-ZH! 
(looS 


Step 7 
. 2 
84262 
84272-01 
Bushing 
443d^teei, 5/16" x 0.058 Rnd. Tube 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 


Step 9 


. A/R 
Welding Rod 
ER70S-2 
Ç>c^ i^OO^ 


Finishing and Inspection 
None 


^ 
/lS3a> u^r, (i) 
' ' 
CARGO BASKET BODY FABRICATION-COMMON ' 
2.0/H-03 


General 
2" ^' 
" 
2,0 


These instructions apply to ail cargo basket body assemblies. Refer to the following drawings, at the carrent 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3 - 
Standard Lo\/\/ Mounted Basket 
94511, Revision 0- Extra-Wide Low Mounted Basket 
94611, Revision 0- Extra-Wide Low Mounted Ski Basket 
76611, Revision 0- High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


• 
' 


Eurocopter AS350/AS355 - 
left or right 


77611, Revision 1 - 
Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44- left or right 
90611, Revision 0 - 
Standard Basket (left or right) 


Bell 206B-right side only 
- 
80211, Revision 0 - 
Short Basket 
80311, Revision 0 - 
Médium Basket 
81111, Revision 0 - 
Long Basket 


Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 


75111, Revision 0 - 
Standard Basket 
95511, Revision 0- 
Extra Large (ski) Basket 


Options 
70407, Revision 1 - 
Front end cutout - 
751 
. 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0 - 
Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


workorder: 
/^3To L^C % 
(initia,orSCA 


DateOpen: ^ 
9o\^ 


1. Rim Assembly - 
Basket Body 


a. Cut and fit Va" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 94611 (206L/407XL ski) only - 
dâW ior 4 threaded bushings before assembling rim. 


2. Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407XL ski) oniy - 
weld 4 threaded bushings into inboard rim tube. 


3. Inspection 
/4i)^ ^ 


a. Rim for complété welds 


4. Frame assembly-body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing Jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps alongthe centre line ofthe 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut Vi" X 0.035 material to fit spine jig. 


f. Cut 
X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut Vi x 0.035 material for front end cutout. Record material PO on attached material 


list. 
h. 90611 (R44) oniy: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA #) 


j. Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 
1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 
AD~oS' 


a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 
as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 


d. Record welding rod PO on attached material list. 


6. Inspection 


a. Frame assembly for complété welds. 


7. Mesh assembly. 
mi. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 


d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 


2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


{initiai or SCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 


progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 


il. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vil. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 


are tapered and may require Yi to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


Mi. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 
90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


III. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initiai or SCA #) ^ 
8. Weld mesh to frame assembly per drawing. 
^ 
Q-O^ 


a. Ensure lug locating jig is in place prior to welding. 


b. General welding requirements for ail baskets, MIG welding: 


Every intersection at top edges. 
Every intersection at ends. 


lil. First 5 intersections down on hoops, then every second intersection, 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner, 


vi. Every intersection around ends 


vil. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 
e. 90611 (R44) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 


a. TIG weld lid prop bushing(s), one or two per drawing. 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 
d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


10. Clean up 
AO 6^ 


a. Grind high spots off mesh welds. 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 


11. Final Inspection 
y4K <0 I 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 
d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initiai or SCA#) 
e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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Work Order: 


Date Opened: ^ 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


1 
78411-01 
Basket Assembly 


Step 1 
Rim Assembly 


. 2 
— 
3/4" Tube - Long Rim (93.25") 
4130 Steel, Va" x 0.035 Sqr. Tube 
T 


. 2 
~ 
3/4" Tube - Short Rim (22.5") 
4130 Steel, Va" x 0.035 Sqr. Tube 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
Il 1 Z2. 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


. 4 
76421-01 
Hoop - standard 
4130 Steel, y/ x 0.035 Sqr. Tube 


. 2 
76423-01 
Attachment hoop (aft) 
1 
' 


. 5 
~ 
1/2" Tube - spine 
4130 Steel, y" x 0.035 Sqr. Tube 


Step 4.g. 
70406 
70406-01 
Option: Front End Cutout 


70406-03 
1/2" Tube 
4130 Steel, V-l' x 0.035 Sqr. Tube 


70406-04 
1/2" Tube 
4130 Steel, Vz" x 0.035 Sqr. Tube 
ilitT 


Step 5 
Weld Frame Assembly 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
lyoi^ 1/12 2, 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 48" x 92.25") 
3/4-16F Expanded Mild Steel sheet 


. 2 
— 
Mesh (End-22" X 17") 
3/4-16F Expanded Mild Steel sheet 


Step 8 
Weld Mesh 


. A/R 
~ 
Welding Rod 
ER70S-6 MIG Wire 
/Hoos 


Work Order; 


Date Opened:_ 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 9 
Weld Basket Components 


Step 9.a. 
. 2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, 14" Dia. 
Z^iS-£^ 


.AIR 
~ 
Welding Rod 
ER308L TIG Rod 


Step 9.b. 
. 2 
Cap 
1018 Mild Steel, 0.032" Sheet 


.AIR 
~ 
Welding Rod 
ER70S-2 TIG Rod 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


% 


1 
^ 


• 
• 


1 
À 
CÀRGO BASKET LID FABRICATION - COMMON 
20/H - O 3 


General 


These instructions apply to ail cargo basket lid assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3 - 
Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - 
High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 
77612, Revision 1 - 
Short Basket 
69812, Revision 3 - 
Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision G - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0 - 
Standard Basket (left or right) 


Bel! 206B - 
right side only 
80212, Revision 0-Short Basket 
80312, Revision 0-Médium Basket 
81112, Revision 0- Long Basket 


Bell 429 - 
right or left 
95912, Revision 0 - 
Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0 - 
Extra Large (ski) Basket 


MD600 
82812, Revision 0 - 
Standard Basket 


Options 
^ 


70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 
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CARGO BASKET LID FA^ICATION 
Complété 


WorkOrder: 
/|S3SÏ> Lo^6 J_ 


DateOpen: 
70 J7W 


1. Rim Assembly - 
Basket Lid 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 


2. Weld Rim Assembly 


a. Record welding rod PO on attached material list. 


3. Inspection 
/y) ofa 


a. Rim for complété welds 


4. Frameassembly-Lid 
A7c)fc> 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit 
x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 
g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to jig. 


5. Frame assembly-Lid with optional walkway modification 


a. Fit cross members to rim in accordance with step 4. 
b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut /4" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 
d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 


6. Weld frame assembly. 
Ap~0^ 


a. Record welding rod PO on attached material list. 


b. Jigs must remain in place for as long as practical during welding. 


7. Inspection 
t 


a. Frame assembly for complété welds. 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
8. Mesh assembly. 
Note: 95912 (Bell 429) does not have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 
d. Ensure lid is prepared for mesh on the correct side. 


9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


il. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. %" 
for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 


e. Record welding rod PO on attached material list. 


10. Weld lid components. 
àt2f 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 


11. Clean up 
to 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 
d. Drill #9through lid prop bushing(s). De-burr hole(s). 


e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


q(1 


12. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
13. Powder Coating 
/k}0}> 
a. Parts are to be powder coated white in accordance with commercial practices. 
b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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Work Order: 3o(*-\-o3 


Date Qpened: ^ 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
POA/VO 


/ 
78412-01 
Lid Assembly 


Step 1 
RIm Assembly 


Step 2 


. 2 
3/4" Tube - Long Rim (93.25") 
4130 Steel, y/x 0.035 Sqr. Tube 


. 2 
3/4" Tube - Short Rim (22.5") 
4130 Steel. Va" x 0.035 Sqr. Tube 


Weld Rim Assembly 


Step 3 


. A/R 
Welding Rod 
ER70S-2 TIG Rod 
iLÎZZ 


Inspection - Rim 
None 


Step 4 
Frame Assembly 


Step S 


. 4 
3/4" Tube - Cross Member (21") 
4130 Steel, Va" x 0.035 Sqr. Tube 


70405 
Option: Frame Assembly - with walkway 


Step 6 


. 8 
1/2" Tube - walkway 
4130 Steel, Vi' x 0.035 Sqr. Tube 


Weld Frame Assembly 


Step 7 


.AIR 
Welding Rod 
ER70S-2 TIG Rod 
Pc? 1 II 


Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 
. 


Step 9 


. 1 
Mesh(lid-92.5"x22") 
3/4-16F Expanded Mild Steel sheet 
'7» 


Weld Mesh 


. AIR 
Welding Rod 
ER70S-6 MIG Wire 
fO 
OOS 


Work Order; 


Date Opened:. 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assemblé 
rwB 


. .4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 
1OÛS 7 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 
PoOH 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 


.2 
49216-01 
Spacer (Lid prop) 
304 Stainless, 
Dia. 
P0^2^OfZ- 


A/R 
~ 
Welding Rod 
ER308L TIG Rod 
e KZH7 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 


.A/R 
~ 
Welding Rod 
ER70S-2 TIG Rod 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembiy 


Step 13 
Powder Coating 


Aero Design 


Parts Distribution Sheet 
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Form 20.F.G6 
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0 
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DETAIL A 


NOIE; 
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250 LBS/113 KG 
ACRO DESIGN LTD. ± 
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EUR0C0P7£R AS350 & AS355 SERIES 
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HOTES: 
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1 
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01 
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DESCRIPTttN 
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EUROCOPTER AS350 & AS355 SERIES 
OUICK RELEASE CARGO BASKET 
BASKET BOOY ASSEMBLY 
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BX 
M JAN 10 


DETAIL C 
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DETAIL A 
LOOKING AT TOP 
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17.13 
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Z ona 3/32 SENT HOC M HOOP FOR VENTMC OT «CIO GASCS. 


see SECTION c-c 
23 1 CAP 
* SCAIE 11 t 
1/2" TUBE 


3. NELimO OF 4130 STEEL TO BE CÛMPLETEO BY GTAW METHOD TO AMS268SC 
WELOmC ROO SHALL CONFORM TO ANS eR70S-2 OR EÛUtVALENT. 
A Ma SLOT MTO ITEM 1* TUBE AS SHOMN. CONTQR ENO OF 1/2* TUBE 
^TO MNWiœ CW* BETREEN 1" TUK ANO ITEM 1/2" TUBE. 
^AOJUST SLOT OF CAP (78423-04) TO FIT AS REQUMED. 
r TUBE 
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AHACHMENT HOOP ASSEMBLY 


UA'CRIAL SPEC 
STOCK S12C 


UST OF MATERIALS 
AERO DESIGN LTD. 
R. RATHWea 
24 JAN 08 
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M: <40» MO aOOT 
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CAP /784 
ATTACHMENT HOOP ASSEMBLY 


SCALE 1 : 
(REF) 23 
AS350 éc AS355 SERIES 
QUICK RELEASE CARGO BASKET 
ATTACHMENT HOOP ASSEMBLY 
BôETB 


UNLESS OTHeRWSe SPECFEO 
DIMENSIONS ARC IN INCHES. 
TOLERANCES ON: 
KOHALS 
ANGLES 
X.XXX ±0.010 
±1/2 
K.XX 
±0.03 
±0.1 
a)ATTACHMENT HOOP ASSEMBLY (USED ON 78411) 
Aa FEATURB SMLAR TO 78*23-01 EXCCPT STUOS. SEE SECTION C-C 
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DESCRIPTION Of CHANGL 


(12.63) 


R4.00 


f^MOVE AUt 8URRS ANO 6RCAK SHARP EOGES. 


HOOP P/N 50910-01 IS ySEO AS A DIRECT REPLACEMENT FOR MOOP P/N 78421-01. 
OVERAU. HEIGH IS REOUCEO 8Y 1.38 M. 
THERE ARC NO OTHCR CViANGCS. 
HOOP PAl 50510-01 IS USED ON BASKET S/41 78401-01. 76401-03. 78401-01. 77801-01. 77602-01 ONLY 
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78421-01 
01 
HOOP 


PART NO. 
ITSM 


4130 STEEL COND. W 


MATIRIAL SPCC 


05 X 0035 SQR TUBE 


UST OF MATERIALS 
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EUROCOPTER AS350 Se AS355 SERIES 
QUICK RELEASE CARGO BASKET 
HOOP 


SHCET 
1 
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REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE 


1 
INCREASE LOAD TO 250 LBS / 
113 KG 
BJC 
JAN 27/10 


DRILL #30 (0.129) 
4 PUCES 


NOTES 


1. ENGRAVE 0.007 DEEP AS FOLLOWS: 
"QUICK RELEASE BASKEr - 0.125 HIGH 
•EUROCOPTER AS350 & AS355 SERIES" - 0.080 HIGH 
"SAl 78401-XX" - 0.080 HIGH 
"MAXIMUM PERMISSIBLE LOAD" - 
0.125 HIGH 
"250 LBS/113 KG" - 0.200 HIGH 
"AERO DESIGN LTD." - 0.125 HIGH 
"CALGARY, ALBERTA. CANADA" - 0.080 HIGH 
"403-250-8027" - 0.080 HIGH 


rt) QUICK RELEASE BASKET o 
EMtOOOPIER AS350 * 
AS3S5 SEMES 
S/H 7B401H>t 
MAXIMUM PERMISSIBLE LOAD 
250 LBS/113 KG 


o 
AERO DESIGN LTD. 
CALQARY, ALBERTA. CANADA 
403-280-8027 


zœ 


125 
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DATE 
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UNLESS OTHERWSE SPECIRED 
DIMENSIONS ARE IN INCHES. 
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